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the turn of the bottom. To do this there is required a strip 10 inches
wide, together with J4 inch to turn over the ring and double eye,
making" a strip 10% wide by 25^ inches long. Cut it out and form
and raze in the bottom end of G, so that the hole is 4 inches. The
barrel, or cylinder, may now be riveted to its place and the suction
pipe joined to it by a plumber's joint, D, Fig. 275, or it may have a
socket joint, Y, also soft soldered. Solder the length of pipe together,
making the whole, when complete, 10 feet from bottom to delivery
spout. Now put in the lower clack about 12 inches from the bottom,
then the bucket and clean up. The next pump, Fig. 277, is made in
every way similar to the last, excepting that it has a flange brazed at
the bottom of the barrel, Fig. 278, while the additional coupling flange
is attached to a piece of iron pipe and screw threaded, for iron pipe or a
leather hose.

The pump, Fig. 279, is used by oilmen and others to lift oil out of
barrels and is a good job for a young man approaching the end of his
apprenticeship. The head is made spherical, and the spout after being
bent extends from the pump about 2 feet. The pump from clack
to delivery spout is usually irom 4 to 5 feet long and 2 inches in
diameter. The spout is tapering from T.y2 inches at the bend to 2 at
the flange. This head may be formed from a strip of metal the
required size, as shown in Fig. 280, the two ends being razed in
similar to a round tea kettle body, leaving the wiring edge as the work
proceeds. When the bottom end is razed in sufficiently the short
flange pipe or flanged collar is cramped in as shown and brazed; the
head is then planished brown and wired and the collar tinned. The
flange of the spout, Fig. 281, is worked out so that it will fit on the
underside of the head to empty it and the operation of flanging is
performed during the turning; that is, it is begun while flat, and as
the work proceeds the spout curls round the seam, being on the under-
side. When flanged and the seam soldered, fill with rosin or lead and
bend the end. Now make the pipe, Fig. 282, and let it be 2 inches
inside diameter. Cut out the strip, thin, sink in trough, Fig. 273, and
finish, turning on the bar and making the joint straight. Solder it
downward, clean off and put it on the bar, Fig. 283, then with a swag**
and a sledge hammer smooth the pipe, making it cylindrical and
smooth, so that a brass plunger or bucket will work uniformly through
it. Next swell out the end to receive the collar of the head, Fig, 284,
which must be the same size as internal diameter of the pipe, so that
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